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(64) . Vonichtung rum Lochen von Unotdchem In Rohro 



(55) spretzbarer Matrizonaufnahmedorn, Keilschteber, 
atastischer Schiabar, Doppelgetenk. vertlkal bewegliche 
Fuhrungsplatta, fadarnde Fuhrungsplatte, keine 
MaBabweichungen, keine Schnittrander 
(57) ZieJ dar Erfindung 1st as. aine Vorrichtung zum Lochen 
von Langlocbor n in Rohro xu entwickeln. mit daren Einsatz 
MaBabweichungen bairn Lochen das Rohres und 
Beschadigungen am Matrizenaufnahmedom vermioden 
warden, wcbei die Schnittrander nacherbeitungaf rei 
ausgef Ghrt aein sollen. Dies wird erreicht indam mittals 
etna* spreizbaren Matrizenaufnahrnedor nt, zu dam ain 
Kailschiaber gehort, dar an dar obaran Grundplatta 
befestlgt 1st und ain Schieber mit etastischen Elementen 
vom Ketlschieber in vertikaler Richtung durchdmn-cr. v.«. 
so daB dar elastischa Schiabar mittals ainaa verbindenden 
Doppelgetenka mit dar Betatigungsstange, dia durch 
Fuhrungsscheiben in dar Aufnahma axial verschleblich 
gef Ghrt 1st, etna bewegliche Einhait darsteOt. wobai sich an 
derem Endadia Mitnahmarschaiba im Schiebekeit 
baf indat. Im Zuaammenwtrken das spraizbaren 
Matrizenaufnahmedornas mit dar vartikal bewegtlchen. 
federnd gefuhrten Fuhrungsplatte wird nun das Lochen in 
aalnar zoittichan Abf otge raatisiart Fig. 1 
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Patentanppruche: 

1 Vorrichtung zum Lochen von Langldchem In Rohre, gekennxelchnet dadurch, daB am hlnteren 
' Ende eines Matrizenaufnahmedorns (1) eln Keilschleber (12) ongeordnet 1st. welcher an einer 
oberenGrundplatte (11 )befestigtist,dereinen Schieber m, der mit einemelastischen Element (24) 
versehen ist und der In elnem FOhrungskdrper (10! gleitend gelagerl 1st, In vertikaler Richtung 
durchdringt. wobei der Schieber (7) mittels Doppelgelenk (8) mit einer Befestipungsstange (6). die 
axhl verschieblich in der Fuhrung (6) der Aufnahme (17) gelagerl ist. wobei am anderen Ende der 
Betatigungsstange (5) elne Mitnehmerschelbe (4) Im Schiebekeil (3) befestigt ist und emer 
Fuhrungsplatte (18). die mit der Aufnahme (17) (est verbunden ist, durch federnde Elemente (19 
und 20) mittels Fuhrungss3ulen (21). welche in den oberen und unteren Grundplatten (9 und 1 1) 
verankert sind, mit Vorspannunggelagert ist. , 

2. Vorrichtung nach Anspruch 1 , gekennzelchnet dadurch, daB Im Schieber (7) em Gleitstuck (26) und 
ein elastisches Element (24) angeordnet sind. # 

3. Vorrichtung nach Anspruch 1, gekennzelchnet dadurch, daB das Gleitstuck (26) ein elastisches 
Element ist. 

Hierzu 2 Seiten Zeichnungen 
Artwtndungsgebiet dor Erflndung 

Die Effinduno findet Verwendung in der metattverarbeitenden Industrie; so betspielsweise im Melalleichtbau. Metallmobetbau, 
fur den Gerustbeu odor aber Metallgetanderbau. 

Charaktertstlk der be k an n ten tacnnHchtn Idsungen 

Fur das Lochen von Rohrwandungen sind Vorrichtungen mil und ohne Gegerunatrize bekannt Das Lochen ohne GegenmL.rize 
{Einstechen) hat dutch den oinfachen Werkieugaulbau Vortelle. |edoch Ist der Aiwendungsberelch. bedingt durch die 
Rohrabmessungen und Quattattforderungen, stark elngeschrankl und gegenwfirtlg "^n^^f^t 
FOr das Lochen mit Cegenmatrize extstieren Idsungen mil auBerhalb und auch .nnerhalb der rToNwandung jmgeordnetem 
Schneldstempel. Nachtellig der letitgenannten Lflsung ist der auf retativ groBe Rohrdurchmesser elngescnrankte 

Als^onda^^ 

das Innere des Rohres eingefGhrtem Matriwn-Aufnahmedorn. Urn ein lelchtes Aulschleben des Rohres auf den 
Matiitenaufnahmedom iu gewahrWsien und Form- und WaBabvvelchungen des Rohres auszugteichen, l*t bekannt den 
Aufnahmedom mittels Keilschlebef spreiibar odec ala beweglichiin Hebei zu O^"**"- nMnAnn ^ d«m 

Zur Vermeldung unzglflssig honor Biegemornentenbelaslung des Matr.renaufnahmedornes ,st Ne r bet g^Ober darn 
Schneidstempelend^^ 

mogUchen Form- und MaBabwelchunnen des Rohres relcht jedoch die Anordnung einer solchen Auflage»ache attain als 
Obelastsicherung fur den Matrizen-Auf nahmedorn nkhl sus. Boi Abweichungen vom Rohr^uBendurchmesser bidder 
Rundheit ist eine Biegebeleslung des Malrizen-Aufnahmedornes eowohi beim '"^Z^ 
Schneidvorgang<Rohrdurchmesseristg^ 

SchneidrlchtungJwia auch in der Durchfuhrung des SchneWvorgange. (Rohrdurchmessar 1st gegenuber dam Sdldurchrnesser 
zu klein -Biegebelastung In SchneWrtehtung) moglich und kann rur Zerst6rung der Schncdeinnchtung Wnran. 

Z2al der Erflndung 

Es htdas2ielderEnlrKlung.eirMi Vorrichtung rumLoche^ 

MaBabweichungen beim Lochen des Rohres und Beschadigungen am Matruenaufnahmedom verm.eden warden, wobei die 
Schnittrandcr nacharbeUungsfret ausgefflhrt seln solten. 

Darlagung des Wesans dar Erflndung 

Der Erflndung Kegt die Aufgabe zugrunde. eine Vorrichtung rum Her stellen von LanglcV*ern m tohzezu schaffen, wobol das 
Schneiden der L6cher. auch welt vom Ende des Rohres enlfernt mit Schneidsternpa* ^Watn»jBrio^enso«. 
Oeformierungen. Grat und MaBabwelchungen Im Schnlttberelch des Loches sind durch den Einsatt von etnem Jm Inne w des 
Rohres spreizberen Matrizeneufnahmedorn auszuschUeBen. wobei derMatrlzenaufnahmedorn konstrukUv soru 
daB beim Schnitt auftretend* Biegebelastungen. die rur Zer.torung des Matrizenaufnahmedorns fuhren wurden. vemueden 
werden und Innendurchmesseranderungen des Rohres ausgeglichenwerdon. k . ftUfl , llilfttfl(<a i^WrhAf 
ErfindungsgemSBwlrddie Aufgabe mil einer Vorrichtunggelosl.indem in Langsnohtung zur Rohrschsevedauf ende Langldcher 

tohendeRohristdebelblszumAns^^ 
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^^^^^d^ZSZU^^P^^ MaUiianaulnahmadofn Im Rohr va,.p«nnt. *ob«l nun nach dem 

MKWOfdnat «n4 mitteli dar vartikal bevwflbaran FOhmnoiplatta auf dl. ,^malltcb. AuOnaa ^T*^"" 1 "''^*^,, 
^£^^«^and«fobe.«n(^^ 

Sehtobekail und dor Auflaoa, um denech t B. pnownatitch entlemt ruv«wden. 

M^llmeto tin KoiUehiobor oahSrt. dor <n tfar oboten Crundplatto bafa.tlgt Ut und ataan Sctdeber. woleher 

Schtobar mtttal. aina. varblndandon Ooppatgalanko. mil d« B ^«H^^^^^ ^^Hrf, mil Hllf a 

^ichan Aufnahma axia. va^chhfcuch gtDhrt *. ^^^^^^^^^^^^^ 

unteren Gmndplatten befestiQL 



AinfOhmngsbflltplol 

Dia Ertlnduno tat anhand do. In dan R 9 u,.n . und 2 «•.«.«** dar BM .alK.n Auafuhrunflababplo,. nibar «lau,.rt. E. za.flen 
hd.nZrf«hm« 9 «i-.«n..w^naB*A^ 

It m 1^7 st^ndan. ,n dan ^'^j'^" \"^ Q tS^^1i 

rarCn^^P^v^r^^bar dan K^ba, ,2. *hta*r , Ba.a W ,an,a S,;nd 

^^fZltan^l^n^uh^ialt. t8 .uaamman mil dan in dar Aulnahrm, t7 bafostlotan SptaWorn und 
wobeJdurchdleFadarn itundMrfnwholwatag^^ 

Z^.tbaittabUu.^^ 
Schn«d.tempeta13i n dieWandur,d..Roh^^^ 
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(54) Device for Punching Oblong Holes into Tubes 



(55) Expandable die holding mandrel, wedge-shaped slide, elastic slide, double 
joint, vertically moveable guide plate, springy guide plate, no 
dimensional tolerances, no edges of cut 

(57) Goal of the invention is to develop a device to punch oblong holes into 
tubes. With the use of said device dimensional tolerances during the 
punching operation of the tube and damage to the die holding mandrel are 
avoided, whereby the edges are to be cut without any need for reworking. 
This goal is reached by means of an expandable die holding mandrel, which 
has a wedge-shaped slide, fastened to the upper base plate, and in that a 
slide with elastic elements is penetrated in the vertical direction by 
the wedge-shaped slide so that the elastic slide represents a moveable 
unit by means of a connecting double joint with the actuating rod, which 
can be moved axial ly in the receptacle by means of guide disks and on 
whose end is located the driving disk in the slide wedge. At this stage 
the punching operation is realized in chronological sequence through the 
interaction of the expandable die holding mandrel with the vertically 
moveable, springy guide plate. Figure 1 
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Patent Claims: 

1. Device to punch oblong holes in tubes, characterized in that on the rear end 
of a die holding mandrel (1) there is a wedge-shaped slide (12), which is 
fastened to an upper base plate (11) and which penetrates in the vertical 
direction a slide (7), which is provided with an elastic element (24) and 
can slide in a guide body (10), whereby the slide (7) is mounted with 
prestress by means of a double joint (8) with an attachment rod (5) , which 
can be slid axially in the guide (6) of the receptacle (17), whereby a 
driving disk (4) in the slide wedge (3) is fastened on the other end of the 
actuating rod (5), and with a guide plate (18), which is connected 
stationarily to the receptacle (17) , by means of springy elements (19 and 
20) by means of the guide columns (21) , which are anchored in the upper and 
lower base plates (9 and 11) . 

2. Device, as claimed in claim 1, characterized in that a slipper (26) and an 
elastic element (24) are disposed in the slide (7) . 

3. Device, as claimed in claim 1, characterized in that the slipper (26) is an 
elastic element. 

2 Sheets of Drawings 



Field of Application of the Invention 

The invention is used in the metal working industry, thus, for example, in 
light metal construction, metal cabinetry, for the construction of scaffolding 
and metal railings. 

Characteristics of the Prior Art Technical Solutions 

There exist devices with and without counter dies to punch the walls of tubes. 
Punching without counter die (entering) has advantages due to the simple 
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construction of the tool, but the field of application is extremely limited to 
the dimensions of the tube and the quality requirements and has not been 
researched to date. 

To punch with a counter die there exist solutions with cutting punches that are 
disposed outside and also inside the wall of the tube. The drawback of the 
latter solution is that the field of application is limited to relatively large 
tube diameters. 

Therefore, it seems especially expedient to punch with a cutting punch, 
disposed outside the wall of the tube, and with a die holding mandrel, inserted 
into the interior of the tube. To guarantee that the tube can be readily slid 
on the die holding mandrel and to compensate for shape and dimensional 
tolerances of the tube, it is well-known to design the holding mandrel so as to 
be expandable by means of a wedge-shape slide or as a moveable lever. 

To avoid unduly high loads of bending moments on the die holding mandrel, a 
bearing surface is provided opposite the cutting punch on the outside wall of 
the tube that is not to be punched. In conjunction with the possible shape and 
dimensional tolerances of the tube, however, the arrangement of such a bearing 
surface alone is inadequate to ensure that the die holding mandrel will not be 
overloaded. In the case of deviations from the outside diameter or roundness of 
the tube, a bending load on the die holding mandrel is possible both when the 
mandrel is expanded prior to the actual cutting operation (tube diameter is too 
large compared to the desired diameter-bending load opposite the cutting 
direction) and when the cutting operation is carried out (tube diameter is too 
small compared to the desired diameter-bending load in the cutting direction) 
and can result in the destruction of the cutter. 

Goal of the Invention 

The goal of the invention is to develop a device for punching oblong holes in 
tubes. The use of this device makes it possible to avoid dimensional tolerances 
during the punching operation of the tube and damage to the die holding 
mandrel, whereby the edges are to be cut without any need for reworking. 
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Presentation of the Essence of the Invention 

The invention is based on the problem of providing a device to produce oblong 
holes in tubes, wherein the holes, even far from the end of the tube, are to be 
cut with a cutting punch and die. 

Deformations, burrs and dimensional tolerances in the cutting area of the hole 
are to be ruled out by the use of a die holding mandrel, which is expandable 
inside the tube, whereby the die holding mandrel is designed in such a manner 
that bending loads, which are generated while cutting and would result in the 
destruction of the die holding mandrel, are avoided; and changes in the inside 
diameter of the tube are compensated for. 

The invention solves the problem with a device, in which oblong holes, running 
in the longitudinal direction of the tube axis, are punched using an expandable 
die holding mandrel, which is located inside the tube. The tube to be punched 
must be slid on the die holding mandrel up to the stop collar. As the press 
feed begins, the upper base plate, which clamps the wedge-shaped, expandable 
die holding mandrel in the tube by means of a wedge-shaped slide, slide, 
actuating rod and driving disk, moves vertically. At this stage following the 
clamping and additional vertical movement of the upper base plate, the tube to 
be worked is put so as not to rotate on the prismatic bearing by means of the 
vertically moveable guide plate owing to the force of the spring elements in 
the upper guide sleeves, which act against the force of the spring elements, 
which are arranged under the guide plates. As the upper base plate continues to 
descend, the actual cutting operation begins as the cutting punch pierces the 
wall of the tube. The resulting waste from the cutting operation falls through 
openings in the die holding mandrel, slide wedge and the bearing, in order to 
be removed thereafter, for example, pneumatically. 

In the reverse order of sequence, the cutting punch is now led back and the 
tube is released from the die holding mandrel, whereby the receptacle is held 
so long on the tube by means of the spring elements until the cutting punch is 
guided out of the area of the punched oblong hole. 

After the worked tube has been removed from the die holding mandrel, the device 
is in the start position; and the sequence of operations can be repeated. 
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The construction of the device to carry out the described sequence of 
operations is realized in that the expandable die holding mandrel has a wedge 
shaped slide, which is fastened to the upper base plate, and a slide, which 
exhibits elastic elements and which is penetrated by the wedge-shaped slide in 
the vertical direction so that the elastic slide represents a vertically and 
axially moveable unit by means of a connecting double joint with the actuating 
rod, which can be slid axially in the vertically moveable receptacle with the 
aid of a moveable guide. With said unit the die holding mandrel can be clamped 
inside the tube by sliding the slide wedge, using a driving disk, which is 
located at the end of the actuating rod and which is connected stationarily to 
the slide wedge. The guide plate, which is connected stationarily to the 
receptacle, is held so as to be vertically moveable in predetermined working 
positions by means of springy elements, enclosing the guide columns. The guide 
columns are fastened in the upper and lower base plates. 



Embodiment 

The invention is explained in detail with reference to the embodiment depicted 
as a schematic drawing in Figures 1 and 2. 

Figure 1 is a side cross sectional view of the device. 

Figure 2 is a front view of the device in the opened state (a) and in a 
position just prior to the cutting operation (b) . 

The drawings depict a practical embodiment of the invention. The device 
comprises a die holding mandrel 1 with cutting die 2, which is fastened in a 
provided recess and whose diameter can be changed through axial movement of the 
slide wedge 3. The slide wedge 3 can be moved through a T groove or a dovetail 
groove in the die holding mandrel 1. Recessed in the slide wedge 3 is a groove, 
with which a driving disk 4 of the actuating rod 5 engages. The actuating rod 5 
is guided axially by means of guide disks 6 ' and connected to the slide 7 by 
means of a double joint 8. The wedge shaped slide 12, fastened to the upper 
base plate 11, engages with the slide 7, guided in a guide body 10, mounted on 
the lower base plate 9. A cutting punch 13 is arranged and adjusted in such a 
manner that during the cutting operation it can be introduced into the die 2 
with the requisite cutting gap. Opposite the cutting punch 13, a bearing 14, 
serving to bear the tube 15 during the cutting operation, is mounted on the 
lower base plate 9. The bearing 14 and the die holding mandrel 1 and the slide 
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wedge 3 exhibit recesses, which serve to remove the waste 16 of the cutting 
operation. The die holding mandrel 1 is fastened in a receptacle 17, connected 
to the moveable guide plate 18. Upper stronger springs 20, guided on the guide 
bolts 21, and pres tressed lower weaker springs 19, which are synchronized in 
their spring force, act on the guide plate 18. The springs 19 and 20 are 
actuated over pressure rings 22 by means of guide sleeves 23, attached to the 
upper base plate 11. The sliding wedge 3, the actuating rod 5 and the double 
joint are stabilized by means of the elastic element 24 against overloading. 

In the workpiece receiving position of the device (Figure 2, left side), the 
expanding mandrel, comprising die holding mandrel 1 and slide wedge 3, is put 
into the minimum diameter position. The springs 19 and 20 are relieved up to 
their prestress value. Between the bearing 14 and the slide wedge 3 of the 
expanding mandrel there is a distance that is larger than the wall thickness of 
the tube. Thus, the tube 15 to be punched can be slid without any difficulties 
on the expanding mandrel up to a stop collar 25 located on the same. 

In actuating the press feed, first the expanding mandrel is clamped in the tube 
15 by means of the wedge-shaped slide 12, slide 7, actuating rod 5 and driving 
disk 4. 

If the diameter of the tube 15 deviates too much, potential overloads of the 
clamping mechanism are avoided by means of elastic elements 24, arranged on the 
slide 7. 

After clamping the expanding mandrel, the force effect of the upper springs 20 
affects the descent of the moveable guide plate 18, mounted on the lower 
springs 19, together with the expanding mandrel, fastened on the receptacle 17, 
and the tube 15 that is slid on. The tube 15 is put on the prismatic bearing 14 
in the lower area of the wall of the tube, thus avoiding by means of the 
springs 19 and 20 too high a bending moment, which could result in the 
destruction of the die holding mandrel 1. 

The rest of the sequence of operations in the device is designed in such a 
manner that the cutting operation does not start with the penetration of the 
cutting punch 13 into the wall of the tube 15 until the tube comes to bear on 
the bearing 14. The waste 16 generated by the cutting operation falls through 
the openings in the die holding mandrel 1, the slide wedge 3 and the bearing 
14, and can be removed or discarded, for example, pneumatically. In the reverse 
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movement of the press feed, the operation runs in reverse. The guide plate 18 
is moved to the top as the springs 19 and 20 are relieved of stress. The 
diameter of the expanding mandrel is decreased. The device is again in the 
workpiece receiving position. 



[see source for Figures] 
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